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I, Henri Jean Daussan, of 9, Avenue 
Leclerc de Hauteclacque, Metz (Moselle), 
France, a Citizen of the French Republic, 
do hereby declare the invention, for which 
I pray that a patent may be granted to me, 
and tlie method by which it is to be per- 
formeda to be particularly described in and 
by the following statement: — 

THE PRESENT INVENTION relates to 
methods of pouring molten metals for ex- 
ample ferrous metals such as cast-iron, steel 
and its alloys. The pouring may be carried 
out as in discontinuous pouringj and as top 
or bottom pouring into ingot-moulds which 
are prvided with a bottom or a base or it 
may be carried out in continuous-casting in 
open-ended moulds without a base, also called 
ingot-mouldSj into which the metal in a 
liquid state is discharged continuously; the 
moulded products more or less solidified being 
extracted from their bottom part. 

Whichever way the filling of the above- 
mentioned moulds is used, it is laiown diat 
the metal in a liquid state is introduced into 
the moulds together with impurities, these 
impurities coupling particularly from the refin- 
ing operation and from the abrasion of the- 
lining of several of the decanting vessels, 
such^ as the pouring ladle, the holding or 
melting furnace, the volume regulator vessel, 
the tun-dish etc. In order to obtain ingots or 
other moulded products without damaging 
intemsd or surface defects, it is necessary to 
purify the metal when it is in a liquid .state, 
and by an operation in which there is no 
risk as the moulds are filled. 

The invention consists in a method of 
pouring molten metal into a mould com- 
prising pouring the molten metal onto a 
block placed in the mould prior to the pour- 
ing, said block having a cavity in its upper 
surface, the cavity including a bottom surface, 

[Price 4^. Sd.] 



a side wall surface and an inwardly directed 
upper rim so that when molten metal is., 
poured into the cavity is spreads out in a 
sheet or layer along the bottom siuface of 
the cavity, rises up the side wall surface 
and then converges inwardly towards the 
centre of the cavity whereby the molten 
metal loses at least some of its kinetic energy. 

By allowing the molten metal to circulate 
in the cavity and collect in a pool at the 
base of the cavity which pool gradually 
rises and overflows the cavity into the mould 
with substantially no kinetic energy, it is 
contemplated that impurities in the molten 
metal wiU be retained in the cavity. . 

Further features of the invention will be 
aparent from the ensuing description -with 
reference to the accompanying drawings to 
which the invention is in no way limited. 

In the drawings : 

Figure 1 is a vertical half cross-section of 
the left side of a vessel with the flow lines 
of liquid metal therein which iorms a solid 
of rotation for a top-casting process. 

Figure 2 is a vertical axial cross-section 
of a vessel with the flow lines of liquid metal 
therein in the shape of a solid of rotation 
put on an appropriate plate of bottom cast- 
ing. 

Figure 3 is a vertical axial cross-section 
of the median part of a mould provided 
with an embodiment, tal^en along line 3 — ^3 
of Figure 4. 

. Figure 4 is, a plan, half cross-section taken, 
along line 4-^ of Figure 3. 

Figure 5 is a vertical axial cross-section 
taken along line 5 — ^5 of Figure ^, at the 
upper part of mould for continuous casting. 

Figure 6 is a plan half cross-section taken 
along hne 6 — 6 of Figure 5. 

According to the embodiment illustrated on 
Figure 1, the vessel C for use in top-casting 
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wall 3 in which a cooling fluid circulates, 
flawing away through opening 4. The upper 
section of said mould fits into a top-cover 
2 tightly fixed to wall 3 by welding or by 

5 any other method the cover resting on a 
support Aa and the mould can be lifted from 
this position by a non-illustrated mechanism. 
Device C?, the side waH of which is cylin- 
drical, is formed as the lower section of a 

10 tun-dish C 3a and is either formed integrally 
with the tim-dish as shown or attached to it in 
such a way that the tun-dish has a rim 7 
of larger diameter than the diameter of device 

15 The tun-dish is fitted to a non-illustrated 
support wliich is adjustably mounted so that 
the clearance between rim 7 and the: upper 
surface of top-cover 2 of mould can remain 
constant. The vertical movement of the tun- 

20 dish can be acomplished by mechanism known 
per se and non-illustrated. 

During the pouring, the molten metal is 
fed from bath M in the tun-dish and flows 
down into the device C? in a stream 

25 through a nozzle 6, the flow through which 
can' be adjusted by a plug 6a. The stream 
J-*^ spreads out on the bottom of said device 
device C^, rises up its vertical wall and 
converges towards axis y^ — ^y^ of stream 

30 by the effect of rim R^. The side-wall of 
receptacle comprises ports 10 having a 
beveled shape which makes it possible to drain 
off into mould the metal from the bath 
formed in the device C^, the drained 

35 off metal being cleared of impurities which 
are retained in the bottom of the cavity of 
device C^. 

The flow of the metal in a liquid state 
pouring from bath M to bath is regu- 

40 lated so that after the initial fiHmg of mould 
A^ the level W—W of badi remains 
substantially constant during the hole poiar- 
ing operation, when the plug temporarily 
obturating the lower section of the mould 

45 during initial fillingj gives way to the extrac- 
tion of the continuous moulded products. 
The immersion depth of device C? in the 
bath of poured metal remains substan- 
tially constant during the whole period of the 

50 pouring, by virtue of the fact that the feed- 
ing rate of the metal in liquid state from 
bath to bath M- is adjusted to substan- 
tially counterbalance the rate of removal of 
moulded produas extracted from the bottom 
- 55 of the mould. The level of the metal at 

can rise above the ports 10 without affecting 
the refining effect of the cycle within device 
C7 so that the impurities of metal in bath M 
may decant in bath M^. It follows as a result 

60 that the moulded products of the continuous 
casting are obtained from purified metal M^, 
which eliminates in a great part the defects 
of their contexture. The tun-dish can be 
drawn out and replaced very rapidly by 

65 another similar device, without any incon- 



venient interruption of the pouring. The re- 
covery of said tun-dish can be accompanied 
by an appropriate cleaning of the impurities 
of the pom-ed metal, collected in M^ 

WHAT I CLAIM IS:— 70 

1. A method of pouring molten metal 
into a mould comprising pouring the molten 
metal onto a block placed in -the mould 
prior to the pourings said block having a 
cavity in its upper surface, the cavity includ- 75 
ing a bottom surface, a side wall surface and 

an inwardly directed upper rim so that when 
molten metal is poured into the cavity it 
spreads out in a sheet or layer along the 
bottom surface of the cavity, rises up the side 80 
wall surface and then converges inwardly to- 
wards the centre of the cavity whereby the 
molten metal loses at least some of its kinetic 
energy, 

2. A method according to claim 1, in which 85 
the molten metal continuoues to recycle in 
the cavity. 

3. A method according to claim 1 or 2, 
in which when the molten metal level reaches 

the top of the cavity over-flows into the 90 
mould. 

4. A method according to claim 1 or 2, 
in which when the level of molten metal 
reaches a predetermined height in the said 
cavity it flows into the mould through open- 95 
ings in the side walls of the cavity. 

5. A method according to any one of the 
preceding claims in which the said cavity 
in the block is circular, and the stream of 
metal poured thereonto has a circular cross 100 
section and is poured into the centre of said 
cavity. 

-6. A method according to any of claims 
1 — Sy in which the molten metal is poured 
into the mould by bottom pouring, said blodc 105 
having a central hole in its bottom surface; 
the molten metal rising through said hole 
and rising above said block of material then 
falling down to impinge on the cavity in the 
block of material. 110 

7. Methods of pouring molten metal sub- 
stantially as hereinbefore described with refer- 
ence to the drawings. 

8. A metal pouring mould in combination 
with a device for use in the method of any 115 
one of claims 1 — 5^ the device comprising a 
block of material which has a cavity includ- 
ing an imperforate, bottom surface, a side 
wall surface and an upper rim extending in- " " 
wardly towards the centre of the cavity. 120 

9. A combination according to claim 8, 
in which the cross-sectional shape of the 
cavity is circular. 

10. A metal pouring mould in combination 
with a device for carrying out the method 125 
of claim 6, which comprises a block of 
material having a circular cavity in its upper 
surface comprising a bottom surface, a side 
wall surface, a hole in the centre of said 
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bottom surface and a rim extending inwardly 
towards the centre of the cavity. ^ 

11 A combination as claimed in any ot 
claims 8 to 10 wherein the inner surface ot 
the rim is curved. , 

12 A device as claimed in claim 8 formea 
at the bottom of a tun-dish, the device being 
adapted to receive molte n metal through a 



hole in the bottom of the tun-dish and to dis- 
charge metal through an opemng m a side 10 
wall of the device. 

MAEKS & CLERK 
Chartered Patent Agents 
Agents for the Applicant 
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